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DESCRIPTION 

BUILDING SEQUENCE PLANNING SYSTEM FOR AUTOMOBILE 
PRODUCTION LINE 



Technical Field 

The present invention relates to a building sequence 
planning system for an automobile production line, which 
prepares a building sequence and a work sequence for each of 
plural processes. More particularly, the present invention 
relates to a building sequence planning system for throwing 
automobile into an automobile production line, which is 
suitable for use in the manufacturing industry employing a 
mixed line, represented by the automobile manufacturing 
industry. 



Background Art 

In the automobile manufacturing industry, automobiles 
are generally manufactured through a plurality of processes, 
such as a body process (main and metal), a painting process 
(paint), an assembly process (trim), and a final test 
process (final). Inside each of those processes, respective 
stations are interconnected by rails, and vehicles are moved 
at equal intervals and at a constant speed, while a work 
load and a work time are different for each process. For 
increasing efficiency of an overall production line, it is 
required to decide a work sequence in the various processes 
without producing an extra vehicle standing by between the 
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processes and causing necessity of exchange in the vehicle 
sequence, for example, so that respective lines constitute 
one continuous line. 

Hitherto, decision of a building sequence capable of 
meeting conditions in all the processes at the same time has 
been made based on manual work of a skilled person in charge 
of planning because the decision requires specific know-how. 

Disclosure of the Invention 

In a production line called a mixed line, the presence 
of branches and joints of lines makes it difficult to grasp 
the sequence of vehicles moving along respective lines at 
each work management point . Thus , the building sequence can 
be decided only by a skilled person having a thorough 
knowledge of all matters in the production line, such as 
operations in respective processes, line characteristics, 
attributes of vehicles flowing along the line, and details 
of operations depending on specifications and options. 

Further, the number of types of vehicles having 
different specifications and options has increased with the 
necessity of preparing various optional settings, etc. to 
satisfy diversification of consumer's needs and to make 
vehicles of the relevant maker different from other maker's 
vehicles . This has raised another problem that a burden 
imposed on the planning person increases and an efficient 
building sequence cannot be decided in some cases . 

It is an object of the present invention to provide a 
building sequence planning system for an automobile 
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production line, which can prepare an efficient building 
sequence* 

(1) To achieve the above object, the present invention 
provides a building sequence planning system for an 
automobile production line, the system comprising an input 
unit for inputting information of vehicles to be 
manufactured, a processing unit for deciding an optimum 
building sequence based on the vehicle information inputted 
through the input unit , and an output unit for externally 
outputting a building sequence schedule decided by the 
processing unit, wherein the processing unit prepares a 
vehicle building sequence, determines a degree of 
dissatisfaction of the prepared building sequence, as a 
penalty value, in accordance with restriction conditions 
which are inputted through the input unit and are imposed 
when building the vehicles into work, and decides a building 
sequence with a minimum penalty by preparing a plurality of 
building sequences and determining the penalty value for 
each building sequence with respect to the restriction 
conditions . 

With that construction, an efficient building sequence 
can be prepared . 

(2) In above* (1), preferably, the restriction conditions 
include leveling in distribution of vehicles having the same 
specifications, a minimum building interval of vehicles 
having particular specifications, and a maximum succeeding 
vehicle number and a minimum succeeding vehicle number in 
successive building of the vehicles when the number of 



vehicles successively loaded is taken into consideration. 

(3) In above (1), preferably, the processing unit 
propagates the building sequence in an offline process, 
which corresponds to an assembly completion process, to 
preceding and succeeding processes with lead-time shifting 
by employing the number of vehicles residing or accumulated 
between two processes, thereby deciding the building 
sequence for each of the preceding and succeeding processes. 

(4) In above (1), preferably, in a mixed line including 
branches and joints, the processing unit calculates a 
different lead time for each vehicle by employing the number 
of vehicles residing or accumulated between two processes, 
and propagates the building sequence to preceding and 
succeeding processes with lead-time shifting, thereby 
deciding the building sequence for each of the preceding and 
succeeding processes. 

(5) In above (3), preferably, for a vehicle which has to 
pass a line twice because of work for two-tone color 
painting, the lead time is modified by adding a time or the 
number of vehicles . 

(6) In above (1), preferably, the processing unit is 
capable of varying a weight used in the penalty calculation 
for each of specifications and options. 

(7) In above (1), preferably, the processing unit decides 
the building sequence with the minimum penalty by using an 
optimization method represented by a mutually coupled neural 
network or a genetic algorithm. 

(8) In above (1), preferably, the processing unit is 



4 



capable of setting the restriction conditions per process 
for which the building sequence is decided. 

(9) To achieve the above object, the present invention 
provides a building sequence planning system for an 
automobile production line, the system comprising an input 
unit for inputting information of vehicles to be 
manufactured, a processing unit for deciding an optimum 
building sequence based on the vehicle information inputted 
through the input unit , and an output unit for externally 
outputting a building sequence schedule decided by the 
processing unit, wherein the processing unit prepares a 
vehicle building sequence, determines a degree of 
dissatisfaction of the prepared building sequence, as a 
penalty value, in accordance with restriction conditions 
which are inputted through the input unit and are imposed 
when building the vehicles into work, and decides a building 
sequence with a minimum penalty by preparing a plurality of 
building sequences and determining the penalty value for 
each building sequence with respect to the restriction 
conditions, and wherein the processing unit propagates the 
building sequence in an offline process, which corresponds 
to an assembly completion process, to preceding and 
succeeding processes with lead-time shifting by employing 
the number of vehicles residing or accumulated between two 
processes, thereby deciding the building sequence for each 
of the preceding and succeeding processes . 

With that construction, an efficient building sequence 
can be prepared. 
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(10) To achieve the above object, the present invention 
provides a building sequence planning system for an 
automobile production line, the system comprising an input 
unit for inputting information of vehicles to be 
manufactured, a processing unit for deciding an optimum 
building sequence based on the vehicle information inputted 
through the input unit, and an output unit for externally 
outputting a building sequence schedule decided by the 
processing unit, wherein the processing unit prepares a 
vehicle building sequence, determines a degree of 
dissatisfaction of the prepared building sequence, as a 
penalty value, in accordance with restriction conditions 
which are inputted through the input unit and are imposed 
when building the vehicles into work, the restriction 
conditions including leveling in distribution of vehicles 
having the same specifications, a minimum building interval 
of vehicles having particular specifications, and a maximum 
succeeding vehicle number and a minimum succeeding vehicle 
number in successive building of the vehicles when the 
number of vehicles successively loaded is taken into 
consideration, and decides a building sequence with a 
minimum penalty by preparing a plurality of building 
sequences and determining the penalty value for each 
building sequence with respect to the restriction conditions, 
and wherein the processing unit propagates the building 
sequence in an offline process, which corresponds to an 
assembly completion process, to preceding and succeeding 
processes with lead-time shifting by employing the number of 



6 



vehicles residing or accumulated between two processes, 
thereby deciding the building sequence for each of the 
preceding and succeeding processes. 

With that construction, an efficient building sequence 
can be prepared. 

(11) To achieve the above object, the present invention 
provides a building sequence planning system for an 
automobile production line, the system comprising an input 
unit for inputting information of vehicles to be 
manufactured, a processing unit for deciding an optimum 
building sequence based on the vehicle information inputted 
through the input unit, and an output unit for externally 
outputting a building sequence schedule decided by the 
processing unit, wherein the processing unit prepares a 
vehicle building sequence, determines a degree of 
dissatisfaction of the prepared building sequence, as a 
penalty value, in accordance with restriction conditions 
which are inputted through the input unit and are imposed 
when building the vehicles into work, the restriction 
conditions including leveling in distribution of vehicles 
having the same specifications, a minimum building interval 
of vehicles having particular specifications, and a maximum 
succeeding vehicle number and a minimum succeeding vehicle 
number in successive building of the vehicles when the 
number of vehicles successively loaded is taken into 
consideration, and decides a building sequence with a 
minimum penalty by preparing a plurality of building 
sequences and determining the penalty value for each 
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building sequence with respect to the restriction conditions. 

With that construction, an efficient building sequence 
can be prepared. 

Brief Description of the Drawings 

Fig. 1 is a system block diagram showing an overall 
construction of a building sequence planning system for an 
automobile production line according to one embodiment of 
the present invention. 

Fig. 2 is a system block diagram showing a detailed 
construction of a principal part of the building sequence 
planning system for the automobile production line, shown in 
Fig. 1, according to the embodiment. 

Fig. 3 is a flowchart of processing executed by a 
sequence preparing unit 3a in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 4 is an illustration for explaining one example of 
basic processes and production lines in an automobile 
manufacturing factory for which a building sequence is to be 
prepared by the building sequence planning system for the 
automobile production line according to one embodiment of 
the present invention. 

Fig. 5 is an illustration for explaining one example of 
building sequence decision points used in the building 
sequence planning system for the automobile production line 
according to one embodiment of the present invention. 

Fig. 6 is an illustration for explaining one example of 
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restriction conditions in preparing the building sequence, 
which are set for specifications and options and are used in 
the building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 7 is an illustration for explaining a method of 
calculating a penalty for an occupancy rate leveling 
condition among the restriction conditions used in the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 8 is an illustration for explaining a method of 
calculating a penalty for a minimum interval vehicle number 
condition among the restriction conditions used in the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 9 is an illustration for explaining a method of 
calculating a penalty for a maximum succeeding vehicle 
number condition among the restriction conditions used in 
the building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 10 is an illustration for explaining a building 
sequence preparing process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 11 is an illustration for explaining the building 
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sequence preparing process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 12 is a table for explaining an evaluation value 
calculating process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 13 is a table for explaining an evaluation value 
calculating process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 14 is a table for explaining an evaluation value 
calculating process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 15 is a table for explaining an evaluation value 
calculating process executed in the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 16 is an illustration for explaining a lead-time 
shifting process executed in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 17 is an illustration for explaining a lead-time 
shifting process executed in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 18 is an illustration for explaining a lead-time 
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shifting process executed in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 19 is an illustration for explaining a lead-time 
shifting process executed in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 20 is an illustration for explaining a lead-time 
shifting process executed in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 21 is a table for explaining one example of 
information inputted to the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 22 is a table for explaining one example of 
information inputted to the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 23 is a table for explaining one example of 
information inputted to the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 24 is a table for explaining one example of 
information inputted to the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 25 is a table for explaining one example of 
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information inputted to the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

Fig. 26 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

Fig. 27 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

Fig. 28 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

Fig. 29 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 30 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 
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Fig. 31 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

Fig. 32 is a table for explaining one example of 
successive building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

Best Mode for Carrying Out the Invention 

The construction and operation of a building sequence 
planning system for an automobile production line according 
to one embodiment of the present invention will be described 
below with reference to Figs. 1 to 32. 

First, the overall construction of the building 
sequence planning system for the automobile production line 
according to one embodiment of the present invention will be 
described with reference to Figs. 1 and 2. 

Fig. 1 is a system block diagram showing the overall 
construction of the building sequence planning system for 
the automobile production line according to one embodiment 
of the present invention. Fig. 2 is a system block diagram 
showing a detailed construction of a principal part of the 
building sequence planning system for the automobile 
production line, shown in Fig. 1, according to this 
embodiment . 
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As shown in Fig. 1, the building sequence planning 
system for the automobile production line according to this 
embodiment comprises an input unit 1, a processing unit 3, 
an output unit 5, and memories 2, 4, 6, 7 and 8. 

The input unit 1 comprises a LAN device la, a keyboard 
lb, a display device lc, and an input storage Id. The input 
storage Id stores therein information entered by using the 
keyboard lb and the display device lc, and information 
entered from another external device in accordance with 
communication procedures for the LAN device la or the like. 

The information inputted through the input unit 1 
contains, for example, the following items: 

1) process scheduled vehicle number information per 
sequence decision point, i.e., daily manufactured vehicle 
number information per sequence decision point process, 

2) operation calendar information for the sequence decision 
point processes, 

3) sequence decision point information for processes for 
which the building sequence is to be prepared, 

4) assembled vehicle order information as information 
regarding vehicles for which the building sequence is to be 
prepared, 

5) factory specification information regarding, e.g., line 
and process layouts of a factory as a planning target, 

6) chassis No. information regarding body number, 

7) carry-over information, i.e., taking-over information 
resulting from actual work performed in accordance with a 
building sequence schedule previously prepared, 
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8) basic information for evaluation in preparing a building 
sequence with respect to specifications and options applied 
when the sequence is prepared, and 

9) operation time assignment information taking into 
account operation or non-operation. 

Those items of information entered through the keyboard lb 
or the LAN device la are stored in the input storage Id, 
The input information stored in the input storage Id is 
transferred to the processing unit 3 via the memory 2. 

The processing unit 3 prepares a building sequence 
schedule based on the input information from the input unit 
1. The memory 4 stores a group of programs executed by the 
processing unit 3. The processing unit 3 executes necessary 
processing in accordance with the group of programs stored 
in the memory 4 . 

The processing unit 3 comprises a sequence preparing 
unit 3a, a time-of-day assigning unit 3b , and a chassis No. 
assigning unit 3c. The sequence preparing unit 3a prepares 
a successive building sequence for each process based on the 
input information. The prepared successive building 
sequence information is stored in the memory 6. The 
detailed construction of the sequence preparing unit 3a will 
be described later with reference to Fig. 2. 

The time-of-day assigning unit 3b executes processing 
for assigning the time of day in the actual calendar to the 
successive building sequence information that is an output 
result of the sequence preparing unit 3a and is stored in 
the memory 6. The assigned actual-calendar information is 
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stored in the memory 7. 

The chassis No. assigning unit 3c assigns the chassis 
number (No,)/ i.e., the body management number, per vehicle 
in the successive building sequence that is stored in the 
memory 7 and is added with the time of day, thereby 
providing unique data. At the time when the chassis number 
is assigned, an end user is united. Data of each vehicle 
assigned with the chassis number is stored in the memory 8. 

The output unit 5 comprises a printer 5a, a display 
device 5b, a schedule storage 5c, and a LAN device 5d. The 
output unit 5 is accessible to the memories 6, 7 and 8 in 
which the processing results of the sequence preparing unit 
3a, the time-of-day assigning unit 3b, and the chassis No. 
assigning unit 3c are stored, and is capable of referring to 
the building sequence information, i.e., the processing 
result of the processing unit 3. Also, the output unit 5 
outputs vehicle building time-of-day sequence information 
with specifications per sequence decision point. Further, 
the output unit 5 performs outputting of a work instruction, 
etc. to the printer 5a, display of data on the display 
device 5b such as a display, storing of data in the plan 
storage 5d such as a disk file, and a disclosure of data to 
another device in accordance with communication procedures 
for the LAN device or the like. In practice, data can be 
corrected through the display device 5b in a dialog way. 

The construction of the sequence preparing unit 3a will 
be next described with reference to Fig. 2. 

The sequence preparing unit 3a comprises an input 
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information taking-in unit 31, a carry-over fixated range 
deciding unit 32, an initial offline sequence preparing unit 
33, an initial lead-time developing unit 34, a sequence 
evaluating unit 35, an evaluation determining and storing 
unit 36, an end-of -processing determining unit 37, an 
offline sequence preparing unit 38, and a lead-time 
developing unit 39. 

With reference to Fig. 3, a description is now made of 
the processing operation executed by the sequence preparing 
unit 3a in the building sequence planning system for the 
automobile production line according this embodiment. 

Fig. 3 is a flowchart of the processing executed by the 
sequence preparing unit 3a in the building sequence planning 
system for the automobile production line according to one 
embodiment of the present invention. 

In step slO, the input information taking-in unit 31 
reads information from the input storage Id of the input 
unit 1 and loads the information into the memory. 

Then, in step sl5, the carry-over fixated range 
deciding unit 32 compares carry-over information, i.e., 
information regarding vehicles for which work is not yet 
started in the building sequence schedule range previously 
outputted with a building sequence schedule previously 
outputted, and fixates vehicles not designated by the carry- 
over information, i.e., vehicles for which work has been 
already started, in all the processes, thereby setting those 
vehicle to be not exchanged in sequence. Because work is 
performed from the head process, the carry-over information 
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is instructed in a sequence decision point process at the 
head. The building sequence is fixated while tracking a 
designated vehicle toward downward processes from the head 
sequence decision point. Additionally, an interrupt is 
allowed for a vehicle that is to be manufactured in response 
to a newly received instruction. 

Then, in step s20 # the initial offline sequence 
preparing unit 33 prepares an initial building sequence at 
an offline point (so called because the vehicle having 
completed assembly leaves the line here) where an assembly 
process is completed. While the initial building sequence 
may be at random, suitability of an initial array sequence 
affects the number of searches until an array sequence as an 
optimum building sequence is obtained. In practice, an 
initial array sequence is prepared in consideration of 
leveling of specifications and options so that the number of 
convergences until reaching the optimum building sequence is 
reduced . 

Then, in step s25, the initial lead-time developing 
unit 34 shifts a lead time for modification based on the 
initial array sequence prepared by the initial offline 
sequence preparing unit 33, and develops the sequence to 
preceding and succeeding target processes for which the 
sequence is to be prepared. Details of the lead-time 
shifting and the lead-time modification will be described 
later with reference to Figs. 16 to 20. 

Then, in step s30, the sequence evaluating unit 35 
evaluates the building sequence for all the processes, which 
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has been prepared by the initial lead-time developing unit 
34. The evaluation in this step includes the steps of 
checking portions not satisfying requirements set for the 
specifications and the options, and calculating a penalty 
value whenever each of those portions is detected. The 
building sequence for all the processes is checked with 
respect to all of the specifications and the options, and a 
total penalty value is calculated. The penalty value will 
be described below with reference to Figs. 6 to 15. 

Then, in step s35, the evaluation determining and 
storing unit 36 stores the penalty value in the memory 6 
when the initial sequence is evaluated. In the second or 
subsequent evaluation, the evaluation determining and 
storing unit 36 compares the calculated penalty value with 
the stored one and stores the better penalty value in the 
memory 6 . 

Then, in step s40, the offline sequence preparing unit 
38 prepares another pattern of the successive building 
sequence in an offline process by using a random number. 

Then, in step s45, the lead-time developing unit 39 
shifts a lead time to the preceding and succeeding processes 
for modification based on the offline sequence newly 
prepared by the offline sequence preparing unit 33, thereby 
preparing the successive building sequence for the entire 
process . 

Then, in step s50, the sequence evaluating unit 35 
evaluates the building sequence for the entire process and 
calculates an evaluation value (penalty value). 
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Then, in step s55, the evaluation determining and 
storing unit 36 compares the newly calculated evaluation 
value with the stored one. 

Then, in step s60, the evaluation determining and 
storing unit 36 determines whether the evaluation value is 
improved. If the evaluation value is improved, the control 
flow proceeds to step s65, and if not improved, it proceeds 
to step s70. 

If the evaluation value is improved, the evaluation 
determining and storing unit 36 adopts the newly prepared 
building sequence for all the sequence decision points and 
stores it in the memory 6 in step s65. 

If the evaluation value is not improved, the evaluation 
determining and storing unit 36 discards the newly prepared 
building sequence for all the sequence decision points in 
step s70. 

Further, the end-of -processing determining unit 37 
checks in step s75 whether repetitive searches have been 
completed in a predetermined number of times . If repetitive 
searches have been completed in the predetermined number of 
times, the processing is brought to an end. If not so, the 
control flow returns to step s40 to repeatedly execute the 
above -described processing. 

The processing operation executed by the sequence 
preparing unit 33 in the building sequence planning system 
for the automobile production line according this embodiment 
will be described below With reference to Figs. 4 to 20. 

With reference to Fig. 4, a description is first made 
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of one example of basic processes and production lines in an 
automobile manufacturing factory for which a building 
sequence is to be prepared by the building sequence planning 
system for the automobile production line according to this 
embodiment . 

Fig. 4 is an illustration for explaining one example of 
basic processes and production lines in an automobile 
manufacturing factory for which a building sequence is to be 
prepared by the building sequence planning system for the 
automobile production line according to one embodiment of 
the present invention. 

The entire process is mainly divided into, for example, 
four processes, i.e., a body process ("main" or "metal") Kl , 
a painting process ("paint") K2 , an assembly process 
("trim") K3, and a final process ("final") K4 . The 
manufacturing process advances in the order of the body 
process, the painting process, the assembly process, and the 
final process. The body process Kl is a process for welding 
and working a vehicle frame. The painting process K2 is a 
process for painting the body. The assembly process K3 is 
usually called a trimming process, and it is a process for 
assembling the specifications and the options. 

In Fig. 4, arrow-headed thin lines denote production 
lines L. Each vehicle advances in the direction of arrows 
along the lines L in such a state as resting on a carriage, 
while passing successive stages of work so that the vehicle 
gradually approaches the completed form. Within each of the 
body process Kl, the painting process K2 , the assembly 
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process K3, and the final process K4 , various stations are 
interconnected by rails along the corresponding lines L , and 
the vehicles are moved at equal intervals and at a constant 
speed. 

The lines L include, by way of example, main lines LI, 
L2. A line L3 laid in the body process Kl is separated from 
the line L2 and joins with the line LI, A loop-like line L4 
laid in the painting process K2 is separated from a part of 
the line LI and then joins with the line LI again after 
moving the vehicle in the direction opposite to the line LI, 
A line L5 laid in the painting process K2 is similarly 
separated from a part of the line L2 and then joins with the 
line L2 again after moving the vehicle in the direction 
opposite to the line L2. These lines L4, L5 are used to 
pass the vehicle through a painting booth twice and to 
perform painting twice, for example, in the case of panting 
the vehicle in two-tone colors. A line L6 laid in the 
assembly process K3 is separated from the line LI and then 
joins with the line LI again in the final process K4 . 

Also, a thick line represents a manufacturing route MR 
per vehicle type. There are, by way of example, a sedan 
type manufacturing route MR1 , a mini-van and wagon type 
manufacturing route MR2, and an RV type manufacturing route 
MR3 . In the body process Kl , mini-van and wagon type 
vehicles and RV type vehicles are manufactured along the 
line L2. Because mini-van and wagon type vehicles have 
frames closer to those of RV type vehicles than those of 
sedan type vehicles, the mini-van and wagon type vehicles 
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and the RV type vehicles are manufactured along the same 
line L2. On the other hand, looking at painting work, 
because painting of the mini-van and wagon type vehicles is 
closer to that of the sedan type vehicles from the viewpoint 
of the vehicle shape, e.g., the vehicle height, those two 
types of vehicles are painted along the line LI. In order 
to move the mini -van and wagon type vehicles from the line 
L2 to LI, the line L3 is provided for separation and joining 
between the lines L2 and LI. 

Because the specifications and the options set on 
respective vehicles differ among the sedan type, the mini- 
van and wagon type, and the RV type, the independent line L6 
is provided in the assembly process K3 in addition to the 
lines LI and L2 . 

Though not shown, a buffer allowing one or more 
vehicles to stand therein is often provided between adjacent 
two of the four main processes. In some equipment, a 
sequence of vehicles can be exchanged in the buffer, but the 
following description is made on the premise of first -in 
first -out equipment . 

One example of the building sequence decision points 
used in the building sequence planning system for the 
automobile production line according to this embodiment will 
be next described with reference to Fig. 5. 

Fig. 5 is an illustration for explaining one example of 
building sequence decision points used in the building 
sequence planning system for the automobile production line 
according to one embodiment of the present invention. Note 
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that the same symbols as those in Fig. 4 denote the same 
components . 

Fig* 5 shows checkpoints P in manufacturing processes 
obtained by breaking down the main processes shown in Fig. 4. 
While there are usually 15 to 20 checkpoints in the 
automobile manufacturing industry, the description is made 
in connection with typical 6 points for simplicity of 
explanation. More specifically, as shown in Fig. 5, a setup 
point PI and a body completion point P2 are set respectively 
at an inlet and an outlet of the body process Kl . Also, a 
painting completion point P3 is set at an outlet of the 
painting process K2 . An assembly entry point P4 and an 
offline point P5 are set respectively at an inlet and an 
outlet of the assembly process K3 . Further, a final 
completion point P6 is set at an outlet of the final process 
K4. 

By making check at those 6 points, the manufacturing 
route of the vehicle to be manufactured can be represented 
by using numbers shown in Fig. 5. For example, the 
manufacturing route MR 2 for the mini- van type, shown in Fig. 
4, is represented by "setup 3" - "body completion 1" - 
"painting 1" - "assembly entry 1" - "offline 2" - "final 
completion 1". These numbers are each called a line section 
and expressed by "311121". 

By deciding the successive building sequence at each 
point designated by the line section, a work schedule for 
the entire factory is obtained. The term "building sequence 
at each point" means a sequence at which vehicles pass the 
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relevant building sequence decision point . Because the 
vehicles are subjected to line work and cannot pass the 
relevant point at the same time, the sequence at which the 
vehicles pass at certain time differences is called here the 
building sequence or the successive building sequence or 
simply the sequence. 

One example of restriction conditions in preparing the 
building sequence, which are set for specifications and 
options and are used in the building sequence planning 
system for the automobile production line according to this 
embodiment . 

Fig, 6 is an illustration for explaining one example of 
restriction conditions in preparing the building sequence, 
which are set for specifications and options and are used in 
the building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

The term "specifications and options" is used herein as 
follows- When a user purchases an automobile, the user 
requests the automobile to have a "navigation unit" and to 
be a "4WD vehicle", for example. These user's requests, 
such as "navigation unit" and "4WD vehicle", are all 
included in the specifications and the options. In addition, 
when the user requests that the vehicle type is sedan, the 
color is black, and the displacement is 2000 cc, these 
requests are all specifications looking from the maker side 
and are generally called "spec". Stated another way, each 
vehicle is ordered in accordance with the basic product 
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series and the vehicle type, and other specifications are 
all provided in add-on style. 

In this embodiment, for the specifications and the 
options, five kinds of conditions shown in Figs. 6(A) to 
6(E) (i.e.. A: occupancy rate leveling, B: minimum interval 
vehicle number, C: maximum succeeding vehicle number, D: lot 
condition, and E: assignment range designation) can be added 
in preparing the successive building sequence. 

The first condition is leveling based on an occupancy 
rate, as shown in Fig. 6(A). Assuming a vehicle having 
specifications A to be a vehicle A, this condition means 
that when the vehicle A occupies 30% of all vehicles ordered 
to be assembled, the vehicles A are desirably arranged in an 
evenly distributed way with respect to remaining 70% 
vehicles other than A. For example, when there are 20 
assembled vehicles and the number of the vehicles A among 
them is six as shown in Fig. 6(A), the vehicles A are 
assigned such that they are distributed as the first, fourth, 
eighth, eleventh, fourteenth and seventeenth vehicles. 

The second condition is the minimum interval vehicle 
number in Fig. 6(B), and this condition means that at least 
a designated number of vehicles other than A are desirably 
sandwiched between two vehicles A. For example, when the 
minimum interval vehicle number is one as shown in Fig. 6(B), 
the vehicles A are assigned as the first, third, seventh, 
ninth, fourteenth and twentieth ones so that one or more 
vehicles other than A are sandwiched between two vehicles A. 
The third condition is the maximum succeeding vehicle 
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number shown in Fig. 6(C), and this condition means that the 
vehicles A may be successively arranged, but the number of 
succeeding vehicles is desirably held not larger than a 
designated value at maximum. For example, when the maximum 
succeeding vehicle number is three as shown in Fig. 6(C), 
the vehicles A are assigned as the second, third, eighth, 
tenth, eleventh and twelfth ones so that the vehicles A are 
successively arranged until three at maximum. 

The fourth condition is a lot condition shown in Fig. 
6(D), and this condition means that the vehicles A are 
desirably assigned as a lot in which they are successively 
arranged in what number at minimum and at maximum. For 
example, assuming that there are 24 assembled vehicles and 
the number of the vehicles A among them is ten and that the 
lot condition is five at maximum and two at minimum, as 
shown in Fig. 6(D), the vehicles A are assigned as the first, 
second, third, ninth, tenth, eleventh, twelfth, thirteenth, 
twenty-first and twenty-second ones so that the vehicles A 
are successively arranged in number five at maximum and two 
at minimum. 

The fifth condition is the assignment range designation 
shown in Fig. 6(E), and this condition means in which range 
of all orders the vehicles A should be loaded. This 
represents designation inherently resulting from a condition 
such as a unit load per transport track. Therefore, the 
assignment range is designated in terms of time zone from 
what time to what time, or in terms of rate indicating that 
the vehicles A are loaded for production from what % to 
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what % of all the orders counting from the head. For 
example, assuming that there are 30 assembled vehicles 
(offline vehicles) and the number of the vehicles A among 
them is seven and that the assignment range designation is 0 
to 50%, as shown in Fig. 6(E), the vehicles A are assigned 
as the first, fourth, sixth, ninth, eleventh, thirteenth and 
fifteenth ones so that the vehicles A are arranged in the 
range of 0 to 50%, i.e., in the range of first to fifteenth 
vehicles . 

The reason why the above conditions are each expressed 
using a word "desirably" instead of the absolute imperative 
form is that the order building sequence always satisfying 
all the conditions does not possibly exist depending on 
order patterns. Accordingly, the word "desirably" is used 
as an expression indicating "conformity with the conditions 
as far as possible". In other words, those conditions are 
each not held as a condition unless any penalty is set when 
the conditions are not conformed. In this embodiment, 
therefore, "penalties" are laid when the conditions are not 
conformed, and the penalty is calculated for each condition. 
A method of calculating the penalty will be described later 
with reference to Figs. 7 to 9 . 

As the restriction conditions in preparing the 
successive building sequence, any other suitable condition 
than the above-described ones can also be set additionally. 
Further, as the restriction conditions in preparing the 
successive building sequence which are set with respect to 
the specifications and the options, essential ones among the 
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five kinds of conditions shown in Figs. 6(A) to 6(E) are 
four, i.e., A: occupancy rate leveling, B: minimum interval 
vehicle number, C: maximum succeeding vehicle number, and D: 
lot condition. The condition of E: assignment range 
designation can be set as required. 

A method of calculating the penalty for the occupancy 
rate leveling condition among the restriction conditions 
used in the building sequence planning system for the 
automobile production line according to this embodiment will 
be next described with reference to Fig. 7. 

Fig. 7 is an illustration for explaining the method of 
calculating the penalty for the occupancy rate leveling 
condition among the restriction conditions used in the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

The leveling condition based on the occupancy rate is a 
condition that, as shown in Fig. 6(A), when the vehicle A 
occupies 30% of all vehicles ordered to be assembled, the 
vehicles A are desirably arranged in an evenly distributed 
way with respect to remaining 70% vehicles other than A. 
For example, as shown in Fig. 7, when there are 10 assembled 
vehicles and the number of the vehicles A among them is 
three, the vehicles A are assigned such that they are 
distributed as the first, fourth and tenth vehicles. The 
penalty calculated in such a case is described here. 

Among a total number of vehicles , how many vehicles 
other than A can be placed between two vehicles A (i.e., 



29 



expected interval vehicle number) is determined. The 
expected interval vehicle number can be determined based on 
a formula of ((total number of vehicles - number of vehicles 
A) / number of vehicles A). For example, when three 
vehicles A are included in a total of ten vehicles , the 
expected interval vehicle number is determined as 2.3 (= (10 
- 3)/3). 

In the case of the array sequence in which the three 
vehicles A are assigned as the first, fourth and tenth ones, 
as shown in Fig. 7, the interval vehicle number is 2 and 5. 
These values differ from the expected interval vehicle 
number 2.3, and hence penalties are applied to both the 
intervals . 

The penalty value is calculated from a formula of 

(penalty weight) x (square of absolute value of difference 
from the expected interval vehicle number) . In the example 
of Fig. 7, assuming the weight to be "-5", the penalty in 
the case of the two-vehicle interval is calculated as -0.45 
(- (-5) x (0.3) x (0.3)), and the penalty in the case of the 
five-vehicle interval is calculated as -36.45 (= (-5) x 
(2.3) x (2.3)). Thus, negative impression is quantified in 
terms of penalty. As the penalty increases, a negative 
value increases. This means that a smaller negative value 
(closer to 0) represents a better case. The penalty in the 
case of the two-vehicle interval is -0.45 point, and the 
penalty in the case of the five-vehicle interval is -36.45 
points. In other words, the penalty is generated in any of 
the cases that the vehicles A are too close to each other 
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and that they are too away from each other. 

A method of calculating the penalty for the minimum 
interval vehicle number condition among the restriction 
conditions used in the building sequence planning system for 
the automobile production line according to this embodiment 
will be next described with reference to Fig. 8. 

Fig. 8 is an illustration for explaining the method of 
calculating the penalty for the minimum interval vehicle 
number condition among the restriction conditions used in 
the building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

The penalty value is calculated from a formula of 

(penalty weight) x (square of absolute value of difference 
from the designated minimum interval vehicle number) . 
Assuming, for example, that the minimum interval vehicle 
number is two and four vehicles A are assigned in an array 
sequence of 8 vehicles as the first, third, seventh and 
eighth ones, as shown in Fig. 8, a penalty is applied to the 
interval between the first and third vehicles because the 
number of vehicles in that interval is one, but no penalty 
is applied to the interval between the third and seventh 
vehicles because the number of vehicles in that interval is 
three. Further, a penalty is applied to the interval 
between the seventh and eighth vehicles because the number 
of vehicles in that interval is zero. 

In the example of Fig. 8, assuming the weight to be 
5", the penalty value in the case of the one- vehicle 
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interval is calculated as -5 (= (-5) x (1) x (1)), and the 
penalty in the case of the zero-vehicle interval is 

calculated as -20 (= (-5) x (2) x (2)). 

A method of calculating the penalty for the maximum 
succeeding vehicle number condition among the restriction 
conditions used in the building sequence planning system for 
the automobile production line according to this embodiment 
will be next described with reference to Fig. 9, 

Fig. 9 is an illustration for explaining the method of 
calculating the penalty for the maximum succeeding vehicle 
number condition among the restriction conditions used in 
the building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

The penalty value is calculated from a formula of 

(penalty weight) x (square of absolute value of difference 
from the designated maximum succeeding vehicle number). 
Assuming, for example, that the maximum succeeding vehicle 
number is three and nine vehicles A are assigned in an array 
sequence of 13 vehicles as the first, second, sixth, seventh, 
eighth, ninth, eleventh, twelfth and thirteenth ones, as 
shown in Fig. 9, no penalty is applied to the range of the 
first to second vehicles because the number of succeeding 
vehicles in that range is two, but a penalty is applied to 
the range of the sixth to ninth vehicles because the number 
of succeeding vehicles in that range is four. Further, no 
penalty is applied to the range of the eleventh to 
thirteenth vehicles because the number of succeeding 
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vehicles in that range is three. 

In the example of Fig, 9, assuming the weight to be " - 
5", the penalty value in the case of the four succeeding 
vehicles is calculated as -5 (= (-5) x (1) x (1)). 

Additionally, the penalty value can be likewise 
calculated for the lot condition shown in Fig. 6(D) and the 
assignment range designation shown in Fig. 6(E). 

The building sequence preparing process executed in 
steps s20 and s40 of Fig. 3 will be next described with 
reference to Figs. 10 and 11. 

Figs. 10 and 11 are each an illustration for explaining 
the building sequence preparing process executed in the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

In step s20 of Fig. 3, the initial offline sequence 
preparing unit 33 prepares the initial building sequence at 
the offline point where the assembly process is completed. 

Let assume, for example, that there are 20 vehicles 
having three kinds of specifications (specs), i.e., sedan 
(S), mini-van (M) and 4 WD (WD), and two kinds of 
specifications are set for each vehicle, as shown in Fig. 
10(A). When the initial array sequence is prepared using a 
random number for the 20 vehicles, i.e., 3 sedan types, 2 
(sedan + 4 WD ) types, 11 mini-van types, and 4 (mini-van + 
4 WD) types, it is obtained, by way of example, as shown in 
Fig. 10(B). In other words, the 20 vehicles are arranged in 
an array sequence of, from the head, sedan, mini-van, mini- 
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van + 4 WD , sedan, mini-van, sedan + 4WD, and so on. 

In step s40, the offline sequence preparing unit 38 
prepares another pattern of the successive building sequence 
in the offline process by using a random number. In a 
mutually coupled neural network or a genetic algorithm, a 
uniform random number corresponding to the number of orders 
(i.e., a random number causing numerals of 1 to 20 to appear 
at the same probability in this embodiment) is generated 
twice. If two random number values differ from each other, 
a new array sequence is produced by exchanging the vehicles 
at positions indicated by those random numbers. For example, 
the array sequence shown in Fig. 11(A) (which is the same as 
that shown in Fig. 10(B)) is changed based on two random 
numbers into a new array sequence shown in Fig. 11(B). 

The evaluation value calculating process in steps s30 
and s50 of Fig. 3 will be next described with reference to 
Figs. 12 to 15. 

Figs. 12 to 15 are each a table for explaining the 
evaluation value calculating process executed in the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention. 

Fig. 12 shows a table for evaluating the restriction 
conditions with respect to the specifications and the 
occupancy rate. The restriction condition with respect to 
the specification "sedan" is that the minimum interval 
vehicle number is one. Also, the restriction condition with 
respect to the specification "4WD" is that the minimum 
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interval vehicle number is two. The restriction condition 
with respect to the specification "mini-van" is that the 
maximum continuous vehicle number is three. 

Also, the leveling condition based on the occupancy 
rate is set for all the specifications. In the example 
shown in Fig. 10(A), because the number of sedans is five 
among all the twenty vehicles , the expected interval vehicle 
number for the sedan type is calculated as 3 (= (20 - 5)/5), 
as described above with reference to Fig. 7. The expected 
interval vehicle number for the 4 WD type is 2.3 (= (20 - 
6)/6). The expected interval vehicle number for the mini- 
van type is 0.2 (= (20 - 15)/ 15). 

The penalty weight applied to the restriction 
conditions with respect to the specifications and the 
occupancy rate is assumed to be -5. 

In step s30 of Fig. 3, the sequence evaluating unit 35 
evaluates the building sequence for all the processes, which 
has been prepared by the initial lead-time developing unit 
34. The evaluation in this step includes the steps of 
checking portions not satisfying requirements set for the 
specifications and the options, and calculating a penalty 
value whenever each of those portions is detected. The 
building sequence for all the processes is checked with 
respect to all of the specifications and the options, and a 
total penalty value is calculated. 

Fig. 13 shows, by way of example, a result of 
evaluating the initial building sequence, shown in Fig. 
10(B), by using the evaluation table, shown in Fig. 12, for 
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the restriction conditions with respect to the 
specifications and the occupancy rate. 

First, the penalty value with respect to the leveling 
of the occupancy rate is described. In the case of the 
specification "sedan" , the expected interval vehicle number 
is 3. Because the sedan is assigned as the first vehicle 
and then the fourth vehicle, the number of the vehicles in 
the interval between them is 2. Therefore, the penalty 
value is calculated as -5 (= (-5) x (3 - 2) x (3 - 2)) based 
on the calculation method described above with reference to 
Fig. 7. Because the sedan subsequent to the fourth vehicle 
is assigned as the sixth vehicle, the interval between them 
includes one vehicle, and therefore the penalty value is 
calculated as -20 (= (-5) x (3- 1) x (3 - 1)). By 
similarly determining the penalties with respect to the 
occupancy rate for all the sedans, respective values are 
obtained as "0", "-5", "-20", "-80" and "-45". Thus, a 
total penalty value is "-150". 

In the case of the specification " 4 WD" , the expected 
interval vehicle number is 2.3. Because the " 4 WD " is 
assigned as the third vehicle and then the sixth vehicle, 
the number of the vehicles in the interval between them is 2 . 
Therefore, the penalty value is calculated as -Q.45 (= (-5) 
x (2.3 - 2) x (2.3 - 2)). Because the "4WD" subsequent to 
the sixth vehicle is assigned as the eleventh vehicle, the 
interval between them includes four vehicles, and therefore 
the penalty value is calculated as -14.45 (= (-5) x (2.3 - 
4) x (2.3 - 4)). By similarly determining the penalties 
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with respect to the occupancy rate for all the " 4WD" 
vehicles, respective values are obtained as "0", " -0.45" , 
14.45", "-8.45", "-8.45" and "-2.45". Thus, a total penalty 
value is "-34.25". Likewise, for the specification "mini- 
van" , the penalty value with respect to the occupancy rate 
is calculated and a total penalty value of "-17. 6" is 
obtained. 

Next, the penalty value with respect to the restriction 
conditions is described. As shown in Fig. 12, the 
specification "sedan" is subjected to the restriction 
condition that the minimum interval vehicle number is "1". 
Because the sedan is assigned as the first, fourth, sixth 
and fourteenth vehicle, the interval between two sedans 
includes two, one and seven vehicles, respectively, and 
therefore no penalty is applied. However, because the sedan 
subsequent to the fourteenth vehicle is assigned as the 
fifteenth vehicle, the interval between them includes no (0) 
vehicle, and therefore the penalty value is calculated as -5 
(= (-5) x (1 - 0) x (1 - 0)) based on the calculation method 
described above with reference to Fig. 8. By similarly 
determining the penalties with respect to the restriction 
conditions for all the sedans, respective values are 
obtained as "0", "0", "0" and "-5". Thus, a total penalty 
value is "-5". 

Also, as shown in Fig. 12, the specification " 4 WD " is 
subjected to the restriction condition that the minimum 
interval vehicle number is "2". Because the "4WD" is 
assigned as the third, sixth and eleventh vehicle, the 
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interval between two MWD's" includes two and four vehicles, 
respectively, and therefore no penalty is applied. However, 
because the "4 WD " subsequent to the eleventh vehicle is 
assigned as the thirteenth vehicle, the interval between 
them includes 1 vehicle, and therefore the penalty value is 

calculated as -5 (= (-5) x (2 - 1) x (2 - 1)). By similarly 
determining the penalties with respect to the restriction 
conditions for all the MWD's", respective values are 
obtained as "0", "0", "0", "-5", "-5" and "0". Thus, a 
total penalty value is "-10". Likewise, for the 
specification "mini- van", the penalty value with respect to 
the maximum succeeding vehicle number is calculated and a 
total penalty value of "-100" is obtained. Additionally, in 
the case of the specification "mini-van", seven mini-vans 
continue from the seventh to thirteenth vehicle. For the 
thirteenth mini-van, i.e., the last one of those seven 
successive mini-vans, the penalty value is calculated as -80 
(= (-5) x (7 - 3) x (7 - 3)) based on the calculation method 
described above with reference to Fig. 9. 

Accordingly, a grand total of the penalty values for 
the array sequence shown in Fig. 13 is "-316.85". 

Next, Fig. 14 shows, by way of example, a result of 
evaluating the building sequence after the exchange, shown 
in Fig. 11(B), by using the evaluation table, shown in Fig. 
12, for the restriction conditions with respect to the 
specifications and the occupancy rate. 

After the offline sequence preparing unit 38 prepares, 
in step s40 of Fig. 3, another pattern of the successive 
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building sequence in the offline process by using a random 
number, the sequence evaluating unit 35 evaluates the 
building sequence for all the processes and calculates the 
evaluation value (penalty value) in step s50. A calculation 
method is the same as that described above with reference to 
Fig. 13. 

When the ninth and eleventh vehicles are exchanged as 
described above with reference to Figs. 11(A) and 11(B) , the 
penalties for sedans and mini-vans with respect to the 
leveling based on the occupancy rate are not changed, i.e., 
11 -150" and "-17. 6", respectively. However, the penalty for 
" 4 WD " with respect to the leveling based on the occupancy 
rate is reduced from "-34.25" to "-14.25". Also, the 
penalties for sedans with respect to the minimum interval 
vehicle number and for mini -vans with respect to the maximum 
interval vehicle number are not changed, i.e., "-5" and 
100", respectively. However, the penalty for " 4 WD " with 
respect to the minimum interval vehicle number is reduced 
from "-10" to "-5". 

Accordingly, a grand total of the penalty values for 
the array sequence shown in Fig. 14 is "-291.85" that shows 
a better result than the initial array sequence. 

Next, Fig. 15 shows an array sequence and an evaluation 
result at which the total penalty value is minimized. The 
search including sequence exchange is performed in the 
designated number of times as described above in connection 
with step s75 of Fig. 3. Then, if the evaluation value 
(penalty value) is improved from the previous one, the newly 
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prepared building sequence for all the sequence decision 
points is adopted and stored in step s65. The building 
sequence thus decided is shown in Fig. 15. 

By building the vehicles in a sequence of "sedan + 4WD" , 
"mini-van", "mini-van", "sedan + 4 WD " and "mini-van" as 
shown in Fig. 15, the total penalty value for the 
specification "sedan" with respect to the occupancy rate is 
"-15", the total penalty value for the specification "4WD" 
with respect to the occupancy rate is "-7.8", and the total 
penalty value for the specification "mini-van" with respect 
to the occupancy rate is " -17.6". Further, the total 
penalty values for the specifications "sedan", " 4 WD " and 
"mini-van" with respect to the restriction conditions are 
all "0". Therefore, a grand total of the penalty values is 
reduced to "-40. 4". 

Additionally, by employing a mutually coupled neural 
network instead of random search, a convergence speed to the 
optimum array sequence can be increased. The use of a 
genetic algorithm is able to further increase the 
convergence speed. It is also possible to control the final 
sequence as intended by a designer depending on the 
evaluation formula and the weight used in the calculation. 

The lead-time shifting process executed in steps s25 
and s45 of Fig. 3 will be described below with reference to 
Figs. 16 to 20. 

Figs. 16 to 20 are each an illustration for explaining 
the lead-time shifting process executed in the building 
sequence planning system for the automobile production line 
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according to one embodiment of the present invention. 

The basic concept of lead-time shifting will be first 
described with reference to Fig. 16. Fig. 16 illustrates 
the lead-time shifting in connection with, by way of example, 
the assembly process K3 shown in Fig. 5. In Figs. 16(A), 
16(B) and 16(C), each square box represents one vehicle. 

Fig. 16(A) shows a state in which eight vehicles reside 
between the assembly entry process (point P4 in Fig. 5) and 
the offline process (point P5 in Fig. 5). When the work 
time required for one vehicle is 1 hour (i.e., in the case 
of 1 vehicle/Hr), it takes 8 hours to reach the offline 
process from the assembly entry process. 

Fig. 16(B) shows the building sequence in the assembly 
entry process, and Fig. 16(C) shows the building sequence in 
the offline process. When the relevant vehicle should be 
obtained at 17:00 in the offline process as shown in Fig. 
16(C), it is required to loaded such that the assembly entry 
process is completed 8 hours before, namely at 8:00, based 
on the line speed and the number of residing vehicles in the 
assembly process, i.e., 8 vehicles 1 vehicle/Hr. In such 
a way, the array sequence can be transferred to the 
preceding process in consideration of the number of residing 
vehicles and the treatment speed. 

The concept of lead-time shifting in the presence of a 
storage will be next described with reference to Fig. 17. 
Fig. 17 illustrates the lead-time shifting in connection 
with, by way of example, the case in which the storage is 
provided between the painting process K2 and the assembly 
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process K3 shown in Fig, 5. In Figs. 17(A), 17(B), 17(C) 
and 17(D), each square box represents one vehicle. 

If there is a difference in capability between the 
processes, the vehicles in the process having a higher 
capability are brought into a standby state and the line 
must be stopped unless any countermeasure for absorbing such 
a difference in capability is devised. For that reason, a 
buffer generally called a storage is provided. 

For example, as shown in Fig. 17(A), assuming that the 
line speed in the painting process K2 is 1 vehicle/Hr and 
the line speed in the assembly process K3 is 1 vehicle / 30 
Min, the buffer, i.e. , the so-called storage, capable of 
accommodating 8 vehicles is provided between the painting 
completion point P3 in the painting process K2 and the 
assembly entry point P4 in the assembly process K3 shown in 
Fig. 5. The painting process having a lower capability 
continues operation to send the vehicles into the storage in 
the time zone during which the assembly process is in rest, 
thereby maintaining a speed balance between those two 
processes. In practice, the working time of the painting 
process having a lower capability is increased so that the 
vehicles are accumulated in the storage. Stated another way, 
while the vehicles accumulated in the storage are sent for 
assembly work to the assembly process having a higher 
capability, the painting work is continued such that several 
vehicles always remain in the storage. As a result of such 
a scheme, the line can be avoided from being stopped on the 
assembly side having a higher capability. 
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Fig. 17(B) shows the building sequence at the painting 
completion point, Fig. 17(C) shows the number of vehicles 
remaining in the storage, and Fig. 17(D) shows the building 
sequence in the assembly entry process. 

The lead-time shifting in the storage can be performed 
based on the number of vehicles accumulated in the storage. 
Assuming, for example, that the vehicle A shown in Fig. 
17(D) is to be loaded into the assembly entry point at 12:00, 
if the number of vehicles remaining in the storage at that 
time is "3", the vehicle A requires to be loaded into the 
painting completion point in the painting process at 8:00 by 
going back for a time corresponding to three vehicles. 

Thus, in the case including the storage, the lead-time 
shifting can be performed based on the balance calculation 
of the number of vehicles in the storage, which is made 
taking into account the number of vehicles accumulated in 
the storage shown in Fig. 17 in combination with the number 
of residing vehicles shown in Fig. 16. The term "balance 
calculation" used herein means an operation of calculating 
the number of vehicles coming into and going out from the 
storage in respective temporal sections at which the 
vehicles come in from the preceding process and go out to 
the succeeding process, thereby determining the number of 
vehicles remaining in the storage. 

The concept of the lead-time shifting illustrated in 
Fig. 17 will be described below in connection the actual 
operation with reference to Fig. 18. 

On the painting completion side, as shown in Fig. 18(A), 
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the production is continuously performed while periods of 
rest time (e.g., 3:00 to 4:00 and 12:00 to 13:00) are set 
during the continuous work. In the process on the assembly 
entry side, as shown in Fig. 18(C), the production is 
performed while taking a rest in a part of shifts (e.g., 
23:00 to 8:00 and 12:00 to 13:00) so that a line capability 
is held in sync with the painting completion side. On the 
assembly entry side, one vehicle is assembled per 30 minutes 
at a capability twice that on the painting completion side. 
The painting completion side continues the production at a 
capability of one vehicle per hour. Fig. 18(B) shows 
changes in the number of vehicles remaining in the storage 
in the above-described case. 

Fig. 18 shows an example in which a balance is taken 
between two processes. Looking at a vehicle Z on the 
assembly entry side, it is a vehicle for which the painting 
is completed at 23:00. To assign the vehicle Z in the 
assembly entry process at 8:00, in this embodiment, balance 
tracing is made on coming-in and going-out of vehicles to 
and from the storage, shown in Fig. 18(B), in respective 
temporal sections at which vehicles come into and go out 
from the storage. In the section of the time (8:00) at 
which the vehicle Z is taken into the assembly entry point, 
the number of vehicles remaining in the storage is 8. 
Accordingly, the number 8 means that the vehicle Z is to be 
placed in the position having skipped back 8 vehicle 
production frames in the painting completion process (namely 
going back a corresponding period of time). In the painting 
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completion process, therefore, the vehicle Z is assigned in 
the production frame starting from 22:00 by skipping the 
production frames for 8 vehicles, i.e., vehicles h, g, f, e, 
d, c, b and a, from the time 8:00. 

Looking at the above description based on the number of 
production frames (also called tacts), it is understood that 
a period of non-operation time can be considered in a very 
easy manner. In other words, because the assignment can be 
made just by counting the number of production frames, 
consideration is no longer needed by assigning no production 
frame in the period of non-operation time. 

Further, the illustrated example shows that, when there 
is a difference in capability between the preceding and 
succeeding processes, any difference in capability or any 
difference in operation time can be absorbed by controlling 
the number of vehicles accumulated in the storage. 

Lead-time modification in the lead-time shifting 
process executed in steps s25 and s45 of Fig. 3 will be 
described below with reference to Figs. 19 and 20. 

Fig. 19(A) shows an example of two-tone color painting. 
A vehicle Y requiring the two- tone color painting has to 
pass a painting booth twice. In other words, the vehicle Y 
is subjected to a first loop of painting in the painting 
booth after the painting entry process, and then it enters 
again the painting booth via a bypass line for a second loop 
of painting. 

Assuming, as shown in Fig. 19(B), that vehicles are 
arranged in a sequence ofX, Y, 1, 2, 3, 4, 5, 6 and 7 in 
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the first loop of painting, because the vehicle Y enters the 
second loop as shown in Fig. 19(C), vehicles are arranged in 
a sequence of X, Y # 1, 2, 3, 4, 5, 6, Y and 7 at that time. 
As shown in Fig. 19(D), therefore, the sequence at the 
painting completion point is given as X, "Empty", Y, 1 # 2, 3, 
4, 5, 6, Y and 7. Thus, the vehicles cannot be obtained in 
the sequence of X, Y, 1, 2, 3, ... in the painting completion 
process. 

In the case desiring the vehicles to be obtained in the 
sequence of X, Y, 1, 2, 3, ... in the painting completion 
process, the sequence can be adaptively exchanged if a time 
required for the vehicle to move along a route for the 
second loop of painting can be confirmed. In the example 
shown in Fig. 19(A), on an assumption that the time required 
for moving along the bypass line is two hours, the above- 
mentioned problem can be overcome by building the relevant 
vehicle into the painting entry process at a 2 -hour earlier 
timing. Modifying the sequence based on the time required 
for moving along the bypass line, etc. in such a way is 
herein called lead-time modification. The lead-time 
modification can be performed in terms of time or number of 
vehicles . 

The concept of the lead-time modification, illustrated 
in Fig. 19, will be described below in connection with a 
more practical painting line with reference to Fig. 20. 

As shown in Fig. 20(A), the painting process in the 
automobile manufacturing industry comprises the steps of 
prime painting (generally electrodoposition coating). 
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intermediate painting, top painting, and oven (baking). The 
top painting step is made up of a plurality of painting 
booths (i.e., a top painting booth for a paint color A, a 
top painting booth for a paint color B, and a top painting 
booth for a paint color C) . Note that the paint color in 
the painting booth is not fixed, but it can be changed or 
replaced. 

Generally, because a white color requires a larger 
number of times of paintings (i.e., a larger number of times 
of top paintings) than other colors, a time required for 
painting white is longer than that required for panting the 
other colors. Also, painting of a high- class vehicle 
requiring a thicker coating also takes a longer time than an 
ordinary vehicle. In other words, it is general that a 
passage time through the painting booth differs depending on 
the specs. In the example shown in Fig. 20, it is assumed 
that the passage time through the painting booth for a 
vehicle having a paint color A is 20 minutes, the passage 
time through the painting booth for a vehicle having a paint 
color B is 15 minutes, and the passage time through the 
painting booth for a vehicle having a paint color C is 10 
minutes. It is also assumed that a return step for two-tone 
color painting requires a passage time of 25 minutes, 
including taping work. 

In that case, when the vehicles should be obtained in 
the sequence of paint colors A, B, C, A, B, C, A, two-tone 
(B + C), and A at the painting completion point as shown in 
Fig. 20(B), the sequence can be simply decided by employing 
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the passage time as a lead-time shifting time at the body 
completion point. In painting the two-tone (B + C) color, 
for example, a total of 50 minutes, i.e., the passage time 
of 15 minutes for B + the passage time of 2 5 minutes for 
taping + the passage time of 10 minutes for C, is set as the 
lead time. Each dotted line in Fig. 20(B) represents a time 
interval of 5 minutes . 

Thus, by employing the concepts of the lead-time 
shifting and the lead-time modification, the building 
sequence at the desired point can be decided while skipping 
detailed restrictions inside the plant. 

While a time overlap in the body completion process 
does not occur in the example of Fig. 20, there is some 
possibility that a time overlap occurs as a result of the 
lead-time shifting. Even in such a case, a proper building 
sequence can be obtained by previously deciding a rule in 
sequencing the vehicles when a time overlap has occurred. 

One example of information inputted to the building 
sequence planning system for the automobile production line 
according to this embodiment will be described below with 
reference to Figs. 21 to 25. 

Figs. 21 to 2 5 are each a table for explaining one 
example of information inputted to the building sequence 
planning system for the automobile production line according 
to one embodiment of the present invention. 

Fig. 21 shows one example of assembled vehicle order 
information inputted to the input unit 1 in Fig. 1. An 
example of actually operating, based on the order 
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information, the building sequence planning system for the 
automobile production line according to this embodiment is 
described with reference to the drawings subsequent to Fig. 
22. 

It is herein assumed that an order is made as one of 
basic vehicles series, i.e., three types of S (sedan), M 
(mini-van) and R (RV), and eight sedans, eight mini-vans and 
five RV's are assembled. Also, each vehicle can be set to 
have any of four specifications, i.e., CD, car navigation, 
4 WD , and two- tone color. The line section means the 
manufacturing route. Based on the production line shown in 
Fig. 4, the building sequence is prepared at each of the 
sequence decision points shown in Fig. 5. The offline date 
means a scheduled day on which the relevant vehicle is made 
offline at the final completion point P6 shown in Fig. 5. 

For example, No. 1 is an order for a sedan (S) having a 
red paint color. The line section "111111" means that the 
sequence decision points shown in Fig. 5 are given as "setup 
1" - "body completion 1" - "painting 1" - "assembly entry 1" 
- "offline 1" - "final completion 1". Thus, it represents 
the manufacturing route MR1 for the sedan shown in Fig. 4. 
The offline date is August 30, 2000. "CD" is set as one of 
the specifications. As another example. No. 15 is an order 
for a mini-van (M) having two-tone paint colors of read and 
black. The line section "311121" means that the sequence 
decision points shown in Fig. 5 are given as "setup 3" - 
"body completion 1" - "painting 1" - "assembly entry 1" - 
"offline 2" - "final completion 1". Thus, it represents the 
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manufacturing route MR 2 for the mini-van shown in Fig. 4. 
The offline date is August 30 , 2000. "CD" and the two-tone 
painting of red and black are set as the specifications. 

Fig. 2 2 shows one example of the sequence decision 
point information inputted to the input unit 1 in Fig. 1. 

One column item "line section" in Fig. 22 includes 
three kinds of number strings, i.e., "111111", "311121" and 
"333333", which represent respectively the three production 
lines MR1, MR 2 and MR 3 shown in Fig. 4. Another item 
"month" represents the production month, e.g., "August", in 
this example. An item "point name" represents one of the 
setup point PI, the body completion point P2, the painting 
completion point P3, the assembly entry point P4, the 
offline point P5, and the final completion point P6 shown in 
Fig. 5. Those points are set in one-to-one relation to the 
respective production lines . 

Still another item "2 4D" represents D (daytime) work on 
2 4th day, and "24N" represents N (nighttime) work on 24th 
day. A numeral per work shift represents the number of 
vehicles that are scheduled to finish manufacturing in each 
process during the relevant work shift. 

Thus, the sequence decision point information indicates 
the number of vehicles that are scheduled to finish 
manufacturing during each work shift at each point per 
production line. 

Fig. 2 3 shows one example of information regarding the 
designated number of residing vehicles described above with 
reference to Fig. 16. 
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One column item "line section" in Fig. 23 includes 
three kinds of number strings, i.e., "111111", "311121" and 
"333333", which represent respectively the three production 
lines MR1 , MR 2 and MR 3 shown in Fig. 4. Another item 
"month" represents the production month, e.g., "August", in 
this example. An item "point name" represents a line 
between two adjacent processes unlike the "point name" in 
Fig. 22. More specifically, "body" represents an inter- 
process line from the setup to the body completion, and 
"painting" represents an inter-process line from the body 
completion to the painting completion. Also, "PBS" and 
"assembly" represent an inter-process line from the painting 
completion to the assembly entry, and "final" represents an 
inter-process line from the offline to the final completion. 
Those points are set in one-to-one relation to the 
respective production lines. 

Still another item "24D" represents D (daytime) work on 
24th day, and "24N" represents N (nighttime) work on 24th 
day. A numeral per work shift represents the number of 
vehicles that are scheduled to finish manufacturing in each 
process during the relevant work shift. 

Thus, the residing-vehicle designated number 
information indicates the designated number of residing 
vehicles during each work shift at each point per production 
line. The designated number of residing vehicles is 
information that requires to be checked when the lead-time 
shifting is made between two relevant processes. 

Fig. 24 shows one example of basic information for 
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evaluation with respect to the specs (specifications), which 
is inputted to the input unit 1 in Fig. 1. The basic 
information for evaluation is inputted in the form of a 
table indicting evaluation conditions . 

Each number in a column item "point" in Fig. 24 
corresponds to one of the sequence decision points from the 
setup point PI to the final completion point P6 shown in Fig. 
5. "CD" and "car navigation" are set, by way of example, as 
" SPEC ( specifications ) " . 

In the example of Fig. 24, only a weight of "5" is set 
to "CD" and "car navigation" just for P5 of the sequence 
decision points. This means that Min (minimum interval 
vehicle number) and Max (maximum succeeding vehicle number) 
are not designated for all the sequence decision points. 
Setting of the weight "5" to only the fifth sequence 
decision point (offline process P5) instructs that the 
sequence is to be prepared just by applying the leveling 
condition based on the occupancy rate to the sequence in the 
offline process. 

The designation in the table of Fig. 24 is alterable 
and the prepared sequence can be controlled by properly 
setting the conditions on the table of Fig. 24. 

Fig. 25 shows a modification condition for a two- tone 
color. When "SPEC (specifications)" includes the two-tone 

paining, a column "applied line section" denotes "-11 " . 

This means that the modification condition for the two-tone 
painting is applied between the body completion point P2 = 1 
and the painting completion point P3 = 1 , as shown in Fig. 5. 
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A column "modification time" indicates the necessity of 
modifying the schedule by 120 minutes. 

Alternatively, the modification can also be made based 
on "the number of vehicles", A merit in designating the 
modification condition based on "the number of vehicles" is 
that an expected sequence interrupt can be set without 
depending on the length of a tact (shift work time / number 
of vehicles manufactured during shift). Stated another way, 
it is easier to define joint from a branch line to a main 
line in the case of a bypassing line in consideration of a 
merit from the viewpoint of time. 

One example of building sequence information prepared 
by the building sequence planning system for the automobile 
production line according to this embodiment will be 
described below with reference to Figs. 26 to 32. 

Figs. 26 to 32 are each a table for explaining one 
example of the building sequence information prepared by the 
building sequence planning system for the automobile 
production line according to one embodiment of the present 
invention . 

As shown in Fig. 26, the building sequence information 
comprises the following items, i.e., vehicle series, paint 
color, line section, setup point time, body completion point 
time, painting completion point time, assembly entry point 
time, offline point time, final completion point time, and 
specifications (SPEC1, SPEC2). 

For example, the vehicle series "S (sedan)" in the 
first row has the respective items defining the paint color 
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"red", the line section "111111", the setup point time "8/24 
17:00", the body completion point time "8/25 16:30", the 
painting completion point time "8/28 16:30", the assembly 
entry point time "8/29 17:00", the offline point time "8/30 
17:00", the final completion point time "8/31 16:30", and 
specifications (SPEC1, SPEC2) "CD". Of the information 
shown in Fig. 26, the vehicle series, the paint color, the 
line section, the offline point time, and the specifications 
(SPEC1, SPEC2) are the same as those shown in Fig. 21. In 
addition, the information in Fig. 26 is set so that the 
vehicles listed in Fig. 21 reach the offline point at the 
offline point time designated in Fig. 21 (2001/08/30 for 
each vehicle). Further, the building sequence and the time 
at each point are set so as to satisfy those conditions. 

There are different vehicle series, i.e., sedan (S), 
mini-van (M) and RV (R), and these three vehicle series are 
manufactured along a mixed line as described above with 
reference to Fig. 3. Even for those vehicles manufactured 
along the mixed line, an efficient building schedule can be 
easily prepared by employing this embodiment. 

Next, Fig. 27 is a table obtained by taking out the 
building sequence in the offline process shown in Fig. 26, 
distributing the vehicles to the offline lines 1, 2 and 3, 
and rearranging the building sequence for each offline line. 
Because of employing different lines, this table includes 
the settings at the same time of day. 

Thus, since the building sequence can be outputted at 
each building point , it is possible to easily know the 
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building sequence per point in each process. 

Next, Fig. 28 shows the lead-time shifting from the 
offline process to the assembly entry process. Because 
there are neither branches nor joints in the lines between 
those two processes, the building sequence in the assembly 
entry process is decided in conformity with the offline 
sequence . 

On the other hand. Fig. 29 shows the lead-time shifting 
from the assembly entry process to the painting completion 
process. It is understood that the assembly entry lines 1, 
2 are concentrated in the painting completion line 1. 

Also, Fig. 30 shows the lead-time shifting from the 
painting completion process to the body completion process. 
Because a vehicle M15 having the "two-tone" specification 
takes a longer time for the two- tone color painting, it is 
loaded in the body completion process with a lead-time shift 
corresponding to the time required for the two-tone color 
painting. 

Further, Fig. 31 shows the lead-time shifting from the 
body completion process to the setup. As will be seen, 
vehicles in "body completion 1" are separated into "setups 1 
and 3 " . 

Moreover, Fig. 32 shows the lead-time shifting from the 
offline to the final completion process. 

An automobile is a product having an extremely high 
production cost, and therefore overstocked inventories 
accompany a serious risk. Also, with regard to the problems 
such as in what kinds of specifications and options the 
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inventories should be prepared, an automobile maker is 
required to minimize the inventories or to have no 
inventories. Further, for the purpose of maintaining 
competitiveness, it is required to shorten a period from an 
order to delivery (called a lead time on the maker side) and 
to improve customer's satisfaction. Additionally, an 
increase of operation efficiency in a factory results in a 
larger number of vehicles manufactured per day and a lower 
production cost. 

Under those conditions, it is essential for the factory 
to, in response to an order, quickly make arrangements for 
production by efficiently adding the order to the building 
sequence of vehicles for which instructions are already 
issued to the lines to complete the assembly in accordance 
with a schedule, so that the building sequence for all the 
processes is rearranged. 

To that end, in this embodiment, after preparing the 
building sequence in the offline process, i.e., in the 
assembly entry process, the building sequence for each of 
the preceding and succeeding processes is decided while 
performing the lead-time shifting and the lead-time 
modification. The thus -decided building sequence is checked 
in accordance with the preset evaluation conditions for the 
specifications and the options. Whenever an offensive 
portion is detected, a penalty value is calculated based on 
the preset weight and evaluation formula, and a building 
sequence providing a minimum penalty value is obtained 
through repeated searches. As a result, a building sequence 
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schedule ensuring high operability can be prepared in a 
short time. It is therefore possible to not only reduce a 
burden imposed on the person in charge of planning, but also 
to cut a time required for planning the building sequence 
and to extend the time limit for an order, thus resulting in 
an improvement of customer's serviceability and order 
accuracy. Also, since such an improvement of the working 
efficiency ensures rigid adherence to the production frame 
(i.e., the number of vehicles manufactured), etc., 
opportunities of profit loss are reduced. Further, 
preparation of predicted order information makes it possible 
to prepare predicted production sequence information for a 
considerable number of days in future with inputting of the 
predicted order, and to present the predicted production 
sequence information to parts makers, etc. in advance. This 
creates an environment in which the parts makers are able to 
properly carry out production schedules and inventory 
schedules. When the considerable number of days in future 
is longer than a lead time required for the parts makers to 
manufacture parts, inventories of the parts makers can be 
made zero. 

With this embodiment, as described above, a building 
sequence satisfying requirements of a plurality of processes 
in a well-balanced manner can be easily prepared in a mixed 
line including branches and joints, whereby "quick" and 
"efficient" planning can be realized. Further, added values 
are obtained in not only cutting the time required for 
planning the building sequence and extending the time limit 
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for an order, but also in increasing the working efficiency 
and ensuring rigid adherence to the production frame (i.e., 
the number of vehicles manufactured) . 

Industrial Applicability 

According to the present invention, a building sequence 
planning system for an automobile production line can be 
provided which is able to prepare an efficient building 
sequence . 
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